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Description

[0001] This invention relates to a stretch bender for
bending a strip work piece by thrusting it against a bend-
ing die while applying axial tension to the work piece.

BACKGROUND OF THE INVENTION

[0002] Prior Art document JP-A-09285822 discloses
a holding part returning mechanism of bending equip-
ment. Therein a returning mechanism of a holding part
capable of preventing the holding part from being
brought into vigorous contact with a bending die during
the position returning of the holding part for a metallic
long work in a bending equipment of the metallic long
work and preventing the excessive force from being ap-
plied to the metallic long work during the bending oper-
ation is described.

[0003] When a window frame for an automobile is
formed, a steel strip is rolled, cut and bent into a desired
shape. In order to form a work piece into a three-dimen-
sional shape which is fitted to the outer shape of the
window, a stretch bender for three-dimensional bending
is required.

[0004] Schematic constitution of such a stretch bend-
erisillustrated in Figs. 11A and 11B. The stretch bender
400 comprises a base 410, curved rails 420 mounted
on the base 410, arms 440 which rotatively move on the
curved rails 420 around support shafts 430 provided on
the base 410, pillars 450 movably standing on the arms
440, lifts 460 which can be moved upward and down-
ward guided by the pillars 450, and chuck mechanisms
470 provided on the lifts 460 for gripping a strip work
piece. In stretch bending, the chuck mechanisms 470
grip both ends of the strip work piece 480, and while
tension is applied to the work piece 480 to its axial di-
rection, the work piece 480 is thrust against the bending
die 490. The bending die 490 has a groove for bending,
and the work piece 480 is formed into a desired shape
by being bent to be fitted into the groove of the bending
die 490 under the tension. To bend the work piece 480
to be fitted into the groove of the bending die 490, swing-
ing movement (arrow A) of the arms 440, horizontal
movement (arrow B) of the pillars to and from the sup-
port shafts 430, and vertical movement (arrow C) of the
lifts 460 are utilized.

[0005] However, such stretch benders must be built
of heavy material in order to ensure rigidity of the device.
Especially, since each pillar 450 is supported by a single
arm 440 in a slidable manner, it is necessary to adopt
material having a large cross section. Furthermore, in
order to drive the pillars 450 and the lifts 460, high-pow-
ered motors are required.

SUMMARY OF THE INVENTION

[0006] An object of the present invention is to provide
a stretch bender which can maintain desired rigidity
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without using heavy material.

[0007] Another object of the present invention is to
provide a stretch bender which can perform accurate
bending using low-powered drive sources.

[0008] Further object of the presentinvention is to pro-
vide a stretch bender which is easy to operate.

[0009] To attain these and other objects, the present
invention provides a stretch bender for bending a strip
work piece by thrusting it against a bending die while
applying axial tension to the work piece, comprising a
pair of support shafts, and a pair of rotating members
rotatably supported by the support shafts and provided
with two arm members and a coupling member for con-
necting the arm members, each of the arm members
extending outward from the support shafts.

[0010] Each of the rotating members comprises a
guide member extending between the two arm mem-
bers which can move to a direction parallel to the longi-
tudinal direction of the arm members, a chuck mecha-
nism, for gripping the strip work piece, arranged mova-
ble to a direction orthogonal to the longitudinal direction
of the arm members, and a tension application mecha-
nism for moving the guide member with respect to the
arm members and applying tension to the work piece
gripped by the chuck mechanism.

[0011] The stretch bender of the presentinvention fur-
ther comprises rotation control means for controlling ro-
tation of the rotating members in order to thrust the work
piece gripped by the chuck mechanisms against the
bending die.

[0012] High rigidity of the device is realized by the U-
shaped rotating members which are constituted of the
arm members, parallel to each other and supporting the
guide member which holds the chuck mechanism grip-
ping the work piece, and the coupling member by means
of which the arm members are connected.

[0013] Accordingly, the stretch bender of the present
invention can be built without using heavy material and
also without deteriorating bending accuracy.

[0014] The tension application mechanism may com-
prise a first drive source for moving one end of the guide
member along one of the arm members, a second drive
source for moving the other end of the guide member
along the other arm member, a tension sensor for de-
tecting tension applied to the work piece, a position sen-
sor for detecting a position of the guide member, and
control means for controlling torque of the first drive
source based on the tension detected by the tension
sensor and also controlling the second drive source
based on the position detected by the position sensor.
[0015] If the tension application mechanism is consti-
tuted as such, drive force for moving the guide member
can be shared between the two drive sources having
low power. In addition, since the first drive source of the
tension application mechanism is controlled based on
the tension and the second drive source is controlled
based on the position of the guide member, the guide
member can be moved with high accuracy by a pair of
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drive sources while desired tension is applied to the
work piece.

[0016] The control means may adjust the torque of the
first drive source to predetermined target torque based
on the tension detected by the tension sensor. Addition-
ally, the control means may comprise storage means for
storing the position of the guide member detected by the
position sensor and a control value for adjusting the
torque of the first drive source to the target torque. It is
also possible to provide position control means which,
after stretch bending of one work piece, controls the first
drive source according to the control value stored in the
storage means instead of the control means.

[0017] Itis preferable that a table on which the bend-
ing die is mounted is provided in a tiltable manner. As
such, even if the position of the chuck mechanism on
the guiding member is reached to its upper or lower limit
and further move is restrained, it is possible to place the
chuck mechanism at a desired position with respect to
the bending die by tilting the table. Thus, it is possible
to expand the range of position within which the chuck
mechanism can be placed with respect to the bending
die and continue bending without interruption. In other
words, unless the table is tiltable, the work piece has to
be taken off from the chuck mechanism when the posi-
tion of the chuck mechanism is reached to its upper or
lower limit, and the work piece is again attached to the
chuck mechanism with its chuck position modified. The
above constitution can save such time and labor.
[0018] Itis preferable that when an operator performs
teaching, bending is performed as taught. In this way,
bending becomes easy to perform.

[0019] The drive sources for driving the guide mem-
ber may be selectively operated either in a torque con-
trol mode or in a position control mode. In this case, the
drive sources are driven in the torque control mode to
generate predetermined tension, and the positions that
the guide member takes at that time are stored in the
storage means. In the position control mode, the drive
sources are controlled based on the position data stored
in the storage means. Ininitial stretch bending, the guide
member is moved in the torque control mode to obtain
desired tension. However, once the position of the guide
member is fixed, it is possible to perform bending with
application of the desired tension only by moving the
guide member to the fixed position in the position control
mode.

BRIEF DESCRIPTION OF THE DRAWING FIGURES

[0020] The invention will now be described, by way of
examples, with reference to the accompanying draw-
ings, in which:

Fig. 1 is a schematic elevation view of a stretch
bender according to a first embodiment of the
present invention, partly showing cross sections
thereof;
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Fig. 2 is a schematic plane view of the stretch bend-
er of the first embodiment;

Figs. 3A, 3B and 3C are a plane view, an elevation
view and a right side view, respectively, of an exam-
ple of a bending die used in the stretch bender;
Fig. 4 is an enlarged view of the stretch bender tak-
en along the line 4-4 in Fig. 1;

Fig. 5 is a block diagram of an electric system in the
first embodiment;

Fig. 6 is an explanatory view illustrating master-
slave control in a tension application mechanism of
the first embodiment;

Fig. 7 is a flowchart illustrating a control process
performed in an electronic control circuit of the first
embodiment;

Fig. 8 is a schematic side view of a stretch bender
according to a second embodiment of the present
invention;

Fig. 9 is a flowchart illustrating operation in the
stretch bender of the second embodiment in a
teaching mode;

Figs. 10A-10D are diagrams illustrating the opera-
tions in the teaching mode; and

Figs. 11A and 11B are diagrams illustrating back-
ground technique of the present invention.

DETAILED DESCRIPTION OF THE INVENTION
[First Embodiment]

[0021] As shown in Figs. 1 and 2, a stretch bender 1
of this embodiment mainly comprises a base 3 having
a table 13 on which a bending die 2 is mounted, and U-
shaped arms 5, 7 attached to the base 3 in a swingable
manner and provided with chuck mechanisms 8, 10 for
gripping both ends of a strip work piece 6. In the neigh-
borhood of the stretch bender 1, a control device 9 and
an operation console 11 are arranged for controlling the
stretch bender 1.

[0022] A groove 4, illustrated in Figs. 3A, 3B and 3C
as an example, suitable for bending to be performed is
formed on the bending die 2. The work piece 6 is insert-
ed into this groove 4 and bent along the same under
tension to be formed into a desired shape. For this pur-
pose, the chuck mechanisms 8, 10 for gripping both
ends of the work piece 6 are arranged on both sides of
the bending die 2.

[0023] The chuck mechanisms 8, 10 are arranged on
lifts 16, 18 supported in a slidable manner along a pair
of pillar guide members 12, 14 which extend orthogonal
to the work piece 6. The chuck mechanisms 8, 10 are
supported in a swingable manner around swinging
shafts 20, 22 attached to the lifts 16, 18, and they can
swing up and down freely within an angle of 30 degrees
to both sides of a horizontal plane, for example.

[0024] The lifts 16, 18 are supported in a swingable
manner around the guide members 12, 14. They can
swing right and left freely within an angle of 45 degrees



5 EP 1 262 253 B1 6

to both sides of a vertical plane in which both of the lifts
16, 18 face to each other, for example. Accordingly, the
chuck mechanisms 8, 10 can swing to both vertical and
horizontal directions freely within the aforementioned
angles, so that they can take appropriate positions ac-
cording to a direction of the applied tension.

[0025] Motors 24, 26 are mounted respectively on the
lifts 16, 18, and by driving the motors 24, 26, the lifts 16,
18 can move up and down along the guide members 12,
14.

[0026] In the present embodiment, the lift 16, swing-
ing shaft 20 and motor 24 constitute a right vertical move
mechanism 27, and the lift 18, swinging shaft 22 and
motor 26 constitute a left vertical move mechanism 29.
[0027] As shown in Fig. 4, linear rails 32 and 33 and
linear rails 34 and 35 are laid on a pair of arm members
28, 30, respectively. Both ends of the guide member 12
of the right vertical move mechanism 27 abut on the rails
32 and 33 and the rails 34 and 35, and are supported
by the same in a slidable manner. As can be seen in Fig.
1, the arm members 28, 30 are, on one end, attached
to a pair of rotation shafts 36, 38, respectively, which are
supported rotatably by the base 3, and, on the otherend,
attached to a coupling member 40. The arm members
28, 30 and coupling member 40 form a U-shaped arm
5 and accordingly, rigidity of the device is improved.
[0028] Referring to Fig. 4, ball screws 42, 44 (the left
vertical move mechanism 29 is not shown) are arranged
parallel to the rails 32-35 on the arm members 28, 30.
The guide member 12 is adapted to move forward and
backward along with rotation of the ball screws 42, 44.
The ball screws 42, 44 comprise pulleys 46, 48, respec-
tively. First and second drive sources 50, 52 having mo-
tors are respectively attached adjacent to the respective
arm members 28, 30, and belts 58, 60 are attached be-
tween the pulleys 46, 48 and pulleys 54, 56, respective-
ly. The pulleys 54, 56 are respectively attached to rota-
tion shafts of the first and second drive sources 50, 52.
[0029] In the present embodiment, the arm members
28, 30, rails 32-35, rotation shafts 36, 38, coupling mem-
ber 40, ball screws 42, 44, pulleys 46, 48, 54, 56, first
and second drive sources 50, 52 and belts 58, 60 con-
stitute a right tension application mechanism 62.
[0030] In Fig. 1, gear wheels 64, 66 are attached to
the rotation shafts 36, 38, respectively, and pinions 68,
70 mesh the gear wheels 64, 66, respectively. The pin-
ions 68, 70 are respectively attached to rotation shafts
of upper and lower drive sources 72, 74 having motors.
In the present embodiment, the gear wheels 64, 66, pin-
ions 68, 70 and drive sources 72, 74 constitute a right
lap mechanism 76. The lap mechanism is a mechanism
for swinging, that is, rotating the aforementioned U-
shaped arms. Also, an axis for the rotation is called a
lap axis.

[0031] Similarly, the guide member 14 of the left ver-
tical move mechanism 29 is adapted to move the left
chuck mechanism 10 along a pair of arm members 80,
82 by driving first and second drive sources 78, 79 of a
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left tension application mechanism 77. In addition, a left
lap mechanism 84 enables the arm members 80, 82 to
be rotated around rotation shafts 86, 88 by upper and
lower drive sources 90, 92.

[0032] Asillustratedin Fig. 5, firstand second position
sensors 96a, 96b for detecting positions of the guide
member 12 with respect to the arm members 28, 30 are
provided in the right tension application mechanism 62.
First and second position sensors 97a, 97b for detecting
positions of the guide member 14 with respect to the
arm members 80, 82 are provided in the left tension ap-
plication mechanism 77. In addition, in order to detect
tension applied to the work piece 6, a tension sensor 98
having a load cell is provided for the right tension appli-
cation mechanism 62, and a tension sensor 99 is pro-
vided for the left tension application mechanism 77.
[0033] The motors 24, 26, first and second drive
sources 50, 52, 78, 79 of the right and left tension ap-
plication mechanisms 62, 77, upper and lower drive
sources 72, 74, 90, 92 of the right and left lap mecha-
nisms 76, 86, first and second position sensors 96a,
96b, 97a, 97b and tension sensors 98, 99 are all con-
nected to an electronic control circuit 100.

[0034] The electronic control circuit 100 is a logic cir-
cuit mainly comprising CPU 102, ROM 104 and RAM
106, and is interconnected to an input/output circuit 108
via a common bus 110. The input/output circuit 108 con-
trols input and output of the motors 24, 26, first and sec-
ond drive sources 50, 52, 78, 79 and upper and lower
drive sources 72, 74, 90, 92.

[0035] The CPU 102 takes in data from the first and
second position sensors 96a, 96b, 97a, 97b and tension
sensors 98, 99 via the input/output circuit 108, and ex-
ecutes calculation using data stored in the ROM 104 and
RAM 106 and a built-in control program. The CPU 102
outputs drive signals to the motors 24, 26, first and sec-
ond drive sources 50, 52, 78, 79 and upper and lower
drive sources 72, 74, 90, 92 via the input/output circuit
108.

[0036] Upon tension stretching, the first and second
drive sources 50, 52, 78, 79 of the right and left tension
application mechanisms 62, 77 are driven to apply ten-
sion to the work piece 6 gripped by the chuck mecha-
nisms 8, 10. While the motors 24, 26 are driven to move
up and down the chuck mechanisms 8, 10 according to
a form of the groove 4, the upper and lower drive sourc-
es 72, 74, 90, 92 of the right and left lap mechanisms
76, 84 are driven to swing the arm members 28, 30, 80,
82 around the rotation shafts 36, 38, 86, 88. As a result,
the work piece 6 is inserted into the groove 4 and thrust
against the bending die 2 under the tension, to be
stretched and bent.

[0037] From now on, operation for applying desired
tension to the work piece 6 is explained.

[0038] As shown in Fig. 6, master-slave control is
adopted in the right and left tension application mecha-
nisms 62, 77 of the present embodiment. As shown in
Figs. 4 and 5, the first drive sources 50, 78 on the lower
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side are controlled as master devices, and the second
drive sources 52, 79 on the upper side are controlled as
slave devices. Only the operation of the right tension ap-
plication mechanism 62 is described below, but it is un-
derstood that the left side tension application mecha-
nism 77 operates in the same way.

[0039] In Fig. 6, a motion controller MC which consti-
tutes a part of the electronic control circuit 100 transmits
a torque control command to a motor MM. The motor
MM is the first drive source 50 on the master side. The
motor MM operates according to the torque control com-
mand. Tension is generated in the work piece 6 accord-
ing to rotation of the motor MM, and the generated ten-
sion is detected by a load cell LC. The load cell LC con-
stitutes the first position sensor 96a.

[0040] The detected tension is fed back to the motion
controller MC for control of the motor MM so that the
desired tension is always applied to the work piece 6. In
the meantime, the rotational position (rotation angle) of
the motor MM is detected at all times, and the detected
rotational position is transmitted to the motion controller
MC.

[0041] The motion controller MC transmits a position
control command to a motor SM on the slave side. The
motor SM rotates according to the position control com-
mand, and the rotational position of the motor SM is fed
back to the motion controller MC.

[0042] Now, a control process for applying tension to
the work piece 6 executed in the aforementioned elec-
tronic control circuit 100 is described by way of a flow-
chart in Fig. 7. Only the operation in the right tension
application mechanism 62 is explained below, since the
left tension application mechanism 77 operates in the
same way as the right tension application mechanism
62.

[0043] Firstly, it is determined whether a position de-
tection mode is selected (Step 200). In the present em-
bodiment, the tension application mechanism is provid-
ed with two modes, namely, a tension detection mode
and a position detection mode. Operation in the tension
detection mode is followed by that in the position detec-
tion mode. Accordingly, if the operation in the tension
detection mode is not yet executed, it is determined that
the position detection mode is not selected, and target
torque of the first drive source 50 is loaded (Step 210).
[0044] The target torque of the first drive source 50 is
predetermined and being stored beforehand. It is the
torque for generating tension required for stretching of
the work piece 6. The target torque is set differently for
respective stages of the stretch bending.

[0045] Current torque of the first drive source 50
based on the tension detected by the tension sensor 98
is loaded (Step 220). A control value is calculated based
on this current torque and the target torque and is out-
putted to the first drive source 50 (Step 230). Subse-
quently, a position of the guide member 12 detected by
the first position sensor 96a is loaded (Step 240). In the
present embodiment, the first position sensor 96a de-

10

15

20

25

30

35

40

45

50

55

tects the position of the guide member 12 based on ro-
tation of the ball screw 42 or that of the first drive source
50.

[0046] According to the detected position of the guide
member 12, the second drive source 52 is informed of
a target position (Step 250). Then, a current position of
the guide member 12 on the side where the second drive
source 52 is provided is detected by the second position
sensor 96b (Step 260). A control value is calculated
based on the current position and the target position and
is outputted to the second drive source 52 (Step 270).
In the present embodiment, the position of the guide
member 12 on the side where the second drive source
52 is provided is detected by rotation of the ball screw
44 or that of the second drive source 52.

[0047] As such, the work piece 6 is stretched and
bent, and the control value for the first drive source 50
and the positions of the guide member 12 during the
bending are associated to each other and stored (Step
280). After the stretch bending of one work piece 6, a
new work piece 6 is attached and bent to be stretched
again. After execution of Step 200, if it is determined
that the position detection mode is selected, the target
position stored in Step 280 is then outputted to the first
drive source 50 (Step 290).

[0048] In the next step, the current position of the
guide member 12 detected by the first position sensor
96a is loaded (Step 300). On the basis of the current
position and the target position, a speed command val-
ue is outputted to the first drive source 50 (Step 310).
Thereafter, the aforementioned Step 240 and onwards
are executed.

[0049] A position of the chuck mechanism 8 gripping
the work piece 6 is defined by an angle of the lap axis
of the right lap mechanism 76, a distance from the orig-
inal position of the chuck mechanism 8 in the right ten-
sion mechanism 62, and a vertical position of the chuck
mechanism 8 in the right vertical move mechanism 27.
Here, the angle of the lap axis is determined by rotation-
al positions of the upper drive source 72 and the lower
drive source 74. The distance from the original position
of the chuck mechanism 8 in the right tension mecha-
nism 62 is determined by rotational positions of the first
and second drive sources 50, 52. The vertical position
in the right vertical move mechanism 27 is determined
by a rotational position of the motor 24.

[Second Embodiment]

[0050] Asshownin Fig. 8, a stretch bender 201 in this
embodiment comprises a table 213 supporting a bend-
ing die and arranged in a tiltable manner. The table 213
can be tilted up to a position having an angle of 6 indi-
cated by a chained line, from a horizontal plane indicat-
ed by a full line. The angle 0 is 15 degrees, for example.
The table 213 is made tiltable so as not to limit vertical
move of the chuck mechanisms 8, 10 when the work
piece 6 is bent along the groove 4 provided on the bend-
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ing die 2. In the present embodiment, the table 213 is
tilted when the chuck mechanisms 8, 10 have to be
moved to a position beyond its predetermined range in
relation to the groove 4. In this case, the left and right
lap and tension mechanisms are also operated, if re-
quired.

[0051] In Fig. 8, first and second drive motors 250,
252 are motors for respectively applying tension to the
work piece 6. A drive motor 224 is for moving up and
down a chuck mechanism not shown in Fig. 8, a piston
300 is for tilting the table 213, a hydraulic pump 400 is
for supplying hydraulic thrust to the piston 300, and a
hydraulic pump 500 is for swinging the arm 205. De-
scriptions for other compositions are omitted since they
are the same as in the first embodiment.

[0052] The stretch bender in the present invention is
operated not only according to a preset program, but
also as taught. Fig. 9 is a flowchart explaining operation
in a teaching mode, and Figs. 10A-10D are diagrams
for illustrating the bending operation. Fig. 10A shows a
state that the work piece 6 gripped by the chuck mech-
anisms 8, 10 is in contact with the bending die 2 at the
point P. Figs. 10B-10D show states of gradual increase
in bending angle.

[0053] Now, an operation of the stretch bender 201 in
the teaching mode is explained by way of Figs. 9 and
10A-10D.

[0054] The following conditions are assumed in the
teaching mode explained herein.

(1) A plurality of stages, for example, 4 stages, are
provided in bending of the work piece 6 as shown
in Figs. 10A-10D.

(2) Scheduled positions in which the chuck mecha-
nisms 8, 10 should take in respective stages are
stored as process data beforehand, and the chuck
mechanisms 8, 10 are moved to the scheduled po-
sitions automatically.

(3) An operator moves the chuck mechanisms 8, 10
in each stage by using the operation console 11,
and determines the positions of the chuck mecha-
nisms 8, 10 in each stage.

(4) The determined positions are stored and the
next bending will be performed according to the da-
ta stored.

[0055] In Step 400, initialization such as moving the
chuck mechanisms 8, 10 to their home positions is ex-
ecuted. In Step 410, both ends of the work piece 6 are
gripped by the chuck mechanisms 8, 10, and by moving
the chuck mechanisms 8, 10, predetermined initial ten-
sion is generated in the work piece 6. In Step 420, a
process number stored in the RAM 106 is initialized.
[0056] In Step 430, among the process data stored
beforehand in the RAM 106, the data corresponding to
a current process number is loaded. In Step 440, the
chuck mechanisms 8, 10 are moved based on the proc-
ess data loaded.
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[0057] In Step 450, the operator determines whether
the positions of the chuck mechanisms 8, 10 are appro-
priate, and in Step 460, determines whether tilting of the
table 213 is necessary. If the positions of the chuck
mechanisms 8, 10 are appropriate, the operator trans-
mits a determination command from the operation con-
sole 11. In this case, the process proceeds to Step 490,
and the data for defining the positions of the chuck
mechanisms 8, 10 are stored in a predetermined area
of the RAM 106.

[0058] If the tilting of the table 213 is not necessary,
the process proceeds to Step 480, and the operator op-
erates the operation console 11 to move the chuck
mechanisms 8, 10 to the appropriate positions.

[0059] On the other hand, if the tilting of the table 213
is necessary, the process proceeds to Step 470, and the
operator operates the operation console 11 to tilt the ta-
ble 213 to the appropriate angle. Accordingly, bending
of the work piece which cannot be achieved by the ver-
tical move of the chuck mechanisms 8, 10 is realized.
[0060] When the position data are stored in Step 490,
the process proceeds to Step 500 where the process
number is incremented by one and then proceeds to
Step 510.

[0061] In Step 510, it is determined whether the proc-
ess is completed at all. If not, the process returns to Step
430 to repeat the aforementioned operation. If it is de-
termined that the process is completed in Step 510, the
operation in the teaching mode is ended.

[0062] The present invention is not limited to the
above embodiment, and other modifications and varia-
tions are possible within the scope of the present inven-
tion. For example, in case of bending a work piece using
a bending die which is symmetrical, teaching may be
conducted for only one of the sides, and by copying data
obtained by the teaching, teaching to be done on the
other side may be omitted.

[0063] Moreover, in the aforementioned embodiment,
the scheduled positions in which the chuck mechanisms
8, 10 should take are preset in the teaching mode. How-
ever, the positions may be determined only by the op-
eration of the operator, without the presetting.

[0064] Furthermore, the tension to be applied to the
work piece may be monitored, and when there is an ab-
normal change in the tension, it is determined that the
work piece is broken and the operation of the tension
and lap mechanisms may be stopped automatically.
[0065] As above explained, mechanical rigidity is im-
proved by the stretch bender of the present invention,
since both ends of the guide member which guides the
chuck mechanisms gripping the work piece are support-
ed by the pair of arm members and the arm members
are connected by the coupling member. Moreover, ac-
curate movement is achieved by the pair of drive sourc-
es, since the first drive source of the tension application
mechanism is controlled by the tension and the second
drive source is controlled based on the position. Accord-
ingly, the stretch bender of the present invention can
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perform accurate stretch bending even of large-sized tected by the - tension sensor (99; 98) as well

and
control means for adjusting torque of the first
drive source (78; 50) based on the tension de-

parts. as controlling the second drive source (79; 52)
based on the position detected by the position
sensor (97a, 97b; 96a, 96b).

Claims 5

The stretch bender set forth in claim 2, wherein said

A stretch bender for bending a strip work piece (6) control means adjust the torque of said first drive
by thrusting it against a bending die (2) while apply- source (78; 50) to predetermined target torque,
ing tension to the work piece (6), comprising based on the tension detected by said tension sen-

a pair of support shafts (86, 88; 36, 38), 10 sor (99; 98).

a pair of rotating members (7; 5) rotatably sup-
ported by the support shafts (86, 88; 36, 38), The stretch bender set forth in claim 3, wherein said

a chuck mechanism (10; 8) which is guided control means further comprises
by a guide member (14; 12) and arranged movable storage means for storing the position of said
to a direction orthogonal to arm members (80, 82; 15 guide member (14; 12) detected by said position
28, 30), for gripping the strip work piece (6), sensor (97a, 97b; 96a, 96b) and a control value for

a tension application mechanism (77; 62) for adjusting the torque of said first drive source (78;
moving the guide member (14; 12) in relation to the 50) to the target torque.
arm members (80, 82; 28, 30) to apply tension to
the work piece (6) gripped by the chuck mechanism 20 The stretch bender set forth in claim 4, wherein said
(10; 8) and control means further

rotation control means for controlling rotation comprises position control means for, when
of the rotating members (7; 5) to thrust the work stretching and bending of one work piece (6) is com-
piece (6) gripped by the chuck mechanisms (10; 8) pleted, controlling said first drive source (78; 50) ac-
against the bending die (2) characterised in that: 25 cording to said control value stored in said storage

means instead of said control means.

each of the rotating members (7; 5) having two

arm members (80, 82; 28, 30) and a coupling The stretch bender set forth in claim 1, further com-

member (40) for connecting the arm members prising

(80, 82; 28, 30), the arm members (80, 82; 28, 30 a table (213) on which a bending die (2) is

30) being parallel to each other and extending mounted and tilting means for tilting the table (213).

outward from the respective support shafts (86,

88; 36, 38) and wherein The stretch bender set forth in claim 6 comprising:
each of the rotating members (7; 5) further compris- 35 teaching means for teaching desired operation
es: procedures to the tension application mecha-

nisms (77; 62) and rotation control means, and
said guide member (14; 12) extending between control means for controlling operation of the
the two parallel arm members (80, 82; 28, 30) tension application means and rotation control
and arranged movable to a direction parallel to 40 means according to the procedures taught by
the arm members (80, 82; 28, 30), the teaching means.
The stretch bender set forth in claim 1, wherein said 8. The stretch bender set forth in claim 1, further com-
tension application mechanism (77; 62) comprises: prising:
45

a first drive source (78; 50) for moving one end position sensors (97a, 97b; 96a, 96b) for de-

of said guide member (14; 12) along one of said tecting positions of the guide members (14; 12),

arm members (82; 30), storage means for storing the positions detect-

a second drive source (79; 52) for moving the ed by the position sensors (97a, 97b; 96a, 96b),

other end of the guide member (14; 12) along 50 selection means for selecting one of a torque

the other of the arm members (80; 28), control mode and a position control mode,

a tension sensor (99; 98) for detecting tension torque command means for providing torque to

applied to said work piece (6), the drive sources, and

a position sensor (97a, 97b; 96a, 96b) for de- position command means for providing the po-

tecting a position of the guide member (14; 12), 55 sitions to the drive sources, wherein

the tension application mechanisms (77; 62)
further comprise
control means for driving the drive sources
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based on the torque provided from the torque
command means and for storing the positions
detected by the position sensors (97a, 97b;
96a, 96b) in the storage means in case that the
torque control mode is selected by the selection
means, and for driving the drive sources based
on the positions stored in the storage means in
case that position control mode is selected by
the selection means.

Patentanspriiche

1.

Eine Dehnbiegevorrichtung fir das Biegen eines
Bandwerkstiicks (6) durch Drangen von diesem ge-
gen eine Biegeform (2), wahrend Spannung auf das
Werkstlick (6) aufgebracht wird, aufweisend:

ein Paar Stitzwellen (86, 88; 36, 38),

ein Paar Drehbauteile (7; 5), das drehbar durch
die Stutzwellen (86, 88; 36, 38) gestutzt wird,
einen Einspannmechanismus (10; 8) fiir das
Greifen des Bandwerkstiicks (6), welcher
durch ein Fihrungsbauteil (14; 12) gefiihrt wird
und beweglich zu einer Richtung angeordnet
ist, die senkrecht zu Armbauteilen (80, 82; 28,
30) ist,

einen Spannungsaufbringungsmechanismus
(77;62) fir das Bewegen des Fiihrungsbauteils
(14; 12) in Bezug auf die Armbauteile (80, 82;
28, 30), um eine Spannung auf das Werkstlick
(6) aufzubringen, das durch den Einspannme-
chanismus (10; 8) gegriffen wird, und

eine Drehsteuereinrichtung fir das Steuern ei-
ner Drehung der Drehbauteile (7; 5), um das
Werkstlick (6), das durch den Einspannmecha-
nismus (10; 8) gegriffen wird, gegen die Biege-
form (2) zu dréangen, dadurch gekennzeich-
net, dass

jedes der Drehbauteile (7; 5) zwei Armbauteile
(80, 82; 28, 30) und ein Verbindungsbauteil (40)
fur das Verbinden der beiden Armbauteile (80,
82; 28, 30) hat, wobei die Armbauteile (80, 82;
28, 30) zueinander parallel sind und sich nach
auflen von den jeweiligen Stitzwellen (86, 88;
36, 38) erstrecken, und wobei

jedes der Drehbauteile (7; 5) weiter aufweist:

das Fihrungsbauteil (14; 12), das sich zwi-
schen den zwei parallelen Armbauteilen
(80, 82; 28, 30) erstreckt und beweglich in
einer Richtung angeordnet ist, die parallel
zu den Armbauteilen (80, 82; 28, 30) ist.

2. Die Dehnbiegevorrichtung gemal Anspruch 1, wo-

bei der Spannungsaufbringungsmechanismus (77;
62) aufweist:
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eine erste Antriebsquelle (78; 50) fir das Be-
wegen eines Endes des Fiihrungsbauteils (14;
12) entlang einem der Armbauteile (82; 30),
eine zweite Antriebsquelle (79; 52) fiir das Be-
wegen des anderen Endes des Fuhrungsbau-
teils (14; 12) entlang dem Anderen der Armbau-
teile (80; 28),

einen Spannungssensor (99; 98) fir das Erfas-
sen einer Spannung, die auf das Werksttick (6)
aufgebracht wird,

einen Positionssensor (97a, 97b; 96a, 96b) fir
das Erfassen einer Position des Flihrungsbau-
teils (14; 12) und

eine Steuereinrichtung fiir das Einstellen eines
Moments der ersten Antriebsquelle (78; 50),
das auf der Spannung, die von dem Span-
nungssensor (99; 98) erfasst wird, basiert, so-
wie fUr das Steuern der zweiten Antriebsquelle
(79; 52), das auf der Position, die von dem Po-
sitionssensor (97a, 97b; 96a, 96b) erfasst wird,
basiert.

Die Dehnbiegevorrichtung gemaf Anspruch 2, wo-
bei die Steuereinrichtung das Moment der ersten
Antriebsquelle (78; 50) auf ein vorbestimmtes Soll-
moment einstellt, das auf der Spannung basiert, die
durch den Spannungssensor (99; 98) erfasst wird.

Die Dehnbiegevorrichtung gemaf Anspruch 3, wo-
bei die Steuereinrichtung weiter aufweist

eine Speichereinrichtung flir das Speichern
der Position des Fiihrungsbauteils (14; 12), die von
dem Positionssensor (97a, 97b; 96a, 96b) erfasst
wird, und eines Steuerwerts fiir das Einstellen des
Moments der ersten Antriebsquelle (78; 50) auf das
Sollmoment.

Die Dehnbiegevorrichtung gemal Anspruch 4, wo-
bei die Steuereinrichtung weiter aufweist:

eine Positionssteuereinrichtung fir das Steu-
ern der ersten Antriebsquelle (78; 50) gemaf
des Steuerwerts anstelle der Steuereinrich-
tung, der in der Speichereinrichtung gespei-
chert ist, wenn das Dehnen und Biegen eines
Werkstlicks (6) vollendet ist.

Die Dehnbiegevorrichtung gemafl Anspruch 1 wei-
ter aufweisend

einen Tisch (213), auf welchem eine Biege-
form (2) angebracht ist und eine Kippeinrichtung fiir
das Kippen des Tisches (213).

Die Dehnbiegevorrichtung gemal Anspruch 6 auf-
weisend:

eine Instruiereinrichtung fir das Instruieren ge-
wiinschter Betriebsablaufe an den Spannungs-
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aufbringungsmechanismus (77; 62) und die
Drehsteuereinrichtung, und

eine Steuereinrichtung fir das Steuern eines
Betriebs der Spannungsaufbringungseinrich-

16
38),

un mécanisme de mandrin (10 ; 8) guidé par un
organe de guidage (14 ; 12) et disposé mobile

tung und der Drehsteuereinrichtung gemalt 5 dans une direction orthogonale aux organes de
den Ablaufen, die durch die Instruiereinrichtung bras (80, 82 ; 28, 30) pour saisir la piéce en for-
instruiert werden. me de bande a usiner (6),
8. Die Dehnbiegevorrichtung gemafl Anspruch 1 wei- un mécanisme d'application de tension (77 ;
ter aufweisend: 10 62) pour déplacer I'organe de guidage (14 ; 12)
en relation avec les organes de bras (80, 82 ;
Positionssensoren (97a, 97b; 96a, 96b) fir das 28, 30) pour appliquer une tension a la piece
Erfassen von Positionen der Fiihrungsbauteile en forme de bande a usiner (6) prise par le mé-
(14; 12), canisme de mandrin (10 ; 8) et
eine Speichereinrichtung fir das Speichernder 15
Positionen, die von den Positionssensoren des moyens de commande de rotation pour
(97a, 97b; 96a, 96b) erfasst werden, commander la rotation des organes rotatifs (7 ;
eine Auswabhleinrichtung fiir das Auswahlen 5) pour presser la piéce a usiner (6) prise dans
entweder eines Momentensteuermodus oder le mécanisme de mandrin (10 ; 8) contre la ma-
eines Positionssteuermodus, 20 trice de cintrage (2) caractérisée en ce que :
eine Momentenanweisungseinrichtung fir das
Bereitstellen eines Moments flr die Antriebs- chacun des organes rotatifs (7 ; 5) possé-
quellen, und de deux organes de bras (80, 82; 28, 30)
eine Positionsanweisungseinrichtung fur das et un organe d'accouplement (40) pour
Bereitstellen der Positionen fir die Antriebs- 25 connecter les organes de bras (80, 82 ; 28,
quellen, wobei 30), les organes de bras (80, 82 ; 28, 30)
der Spannungsaufbringungsmechanismus étant paralléles entre eux et s'étendant
(77; 62) weiter aufweist: vers l'extérieur par rapport aux arbres de
support (86,88 ; 36, 38) respectifs et
eine Steuereinrichtung fir das Antreiben 30
der Antriebsquellen, das auf dem Moment chacun des organes rotatifs (7 ; 5) posse-
basiert, das von der Momentenanwei- dant en outre :
sungseinrichtung bereitgestellt wird, und
fir das Abspeichern der Positionen in der ledit organe de guidage (14; 12)
Speichereinrichtung, die von den Positi- 35 s'étendant entre les deux organes de
onssensoren (97a, 97b; 96a, 96b) erfasst bras (80, 82; 28, 30) paralleles et
werden, namlich in dem Fall, bei welchem étant disposé mobile dans une direc-
der Momentensteuermodus durch die Aus- tion paralléle aux organes de bras (80,
wahleinrichtung ausgewahlt ist, und fur 82 ; 28, 30).
das Antreiben der Antriebsquellen, das auf 40

den Positionen basiert, die in der Speicher- 2. La machine de cintrage selon la revendication 1,

einrichtung gespeichert sind, namlich in dans laquelle ledit mécanisme d'application de ten-

dem Fall, bei welchem der Positionssteu- sion (77 ; 62) comporte :

ermodus durch die Auswabhleinrichtung

ausgewahlt ist. 45 une premiére source d'entrainement (78 ; 50)

pour déplacer une

Revendications extrémité dudit organe de guidage (14 ; 12) le

long de I'un desdits organes de bras (82 ; 30),

1. Machine de cintrage sous traction, pour cintrer une 50
piece en forme de bande a usiner (6) en la pressant
contre une matrice de cintrage (2) tout en appli-
quant une tension a la piéce (6), comportant :

une seconde source d'entrainement (79 ; 52)
pour déplacer l'autre extrémité dudit organe de
guidage (14 ; 12) le long de l'autre desdits or-
ganes de bras (80 ; 28),
une paire d'arbres de support (86,88 ; 36, 38), 55

une détecteur de tension (99 ; 98) pour détecter
une paire d'organes rotatifs (7 ; 5) supportés a la tension appliquée a la piéce a usiner (6),
rotation par les arbres de support (86, 88 ; 36,
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des moyens de commande pour régler le cou-
ple de la premiére source d'entrainement (78 ;
50) en fonction de la tension détectée par le dé-
tecteur de tension (99 ; 98) et commandant
aussi la seconde source d'entrainement (79 ;
52) en fonction de la position détectée par le
détecteur de position (97a, 97b ; 96a, 96b).

La machine de cintrage selon la revendication 2,
dans laquelle lesdits moyens de commande reglent
le couple de ladite premiére source d'entrainement
(78 ; 50) a un couple voulu prédéterminé en fonction
de la tension détectée par ledit détecteur de tension
(99 ; 98).

La machine de cintrage selon la revendication 3,
dans laquelle lesdits moyens de commande com-
portent en outre

des moyens de stockage pour stocker la position
dudit organe de guidage (14 ; 12) détectée par ledit
détecteur de position (97a, 97b ; 96a, 96b) et une
valeur de commande pour régler le couple de ladite
premiere source d'entrainement (78 ; 50) au couple
voulu prédéterminé

La machine de cintrage selon la revendication 4,
dans laquelle lesdits moyens de commande en
outre

comportent des moyens de commande de position
pour, lorsque I'étirage et le pliage de la piéce a usi-
ner (6) sont terminés, commander ladite premiére
source d'entrainement (78 ; 50) selon ladite valeur
de commande stockée a la place desdits moyens
de commande.

La machine de cintrage selon la revendication 1,
comportant en outre:

une table (213) sur laquelle sont montés une
matrice de cintrage (2) et des moyens d'incli-
naison pour incliner la table (213).

La machine de cintrage selon la revendication 6,
comportant :

des moyens d'enseignement pour montrer les
procédures des opérations désirées aux méca-
nismes d'application de tension (77 ; 62) et aux
moyens de commande de rotation, et

des moyens de commande pour commander
I'accomplissement de l'application de tension
et des moyens de commande de rotation en ac-
cord ave les procédures indiquées par les
moyens d'enseignement.

La machine de cintrage selon la revendication 1,
comportant en outre:
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des détecteurs de position (97a, 97b; 96a,
96b) pour détecter les positions des organe de
guidage (14 ; 12),

des moyens de stockage pour stocker les po-
sitions détectées par ledit détecteur de position
(97a, 97b ; 964, 96b),

des moyens de sélection pour sélectionner I'un
du mode de commande de couple et du mode
de commande de position,

des moyens de commande de couple pour
fournir un couple aux sources d'entrainement
et

les des moyens de commande de position pour
fournir les positions aux sources d'entraine-
ment,

les mécanismes d'application de tension (77 ;
62) comportant en outre :

des moyens de commande pour piloter les
sources d'entrainement en fonction du
couple fourni par les moyens de comman-
de de couple et

pour stocker les positions détectées par les
détecteurs de position (97a, 97b; 96a,
96b) dans les moyens de stockage dans le
cas ou le mode de commande du couple
est sélectionné par les moyens de sélec-
tion et pour piloter les sources d'entraine-
ment en fonction des positions stockées
dans les moyens de stockage au cas ou le
mode de commande de position est sélec-
tionné par les moyens de sélection.
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